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1
EXHAUST-GAS PURIFICATION DEVICE,
METHOD FOR EXHAUST-GAS
PURIFICATION, CATALYTIC CONVERTER
AND PYROLYSIS REACTOR

PRIORITY INFORMATION

The present application is a 371 National Phase Applica-
tion of PCT/EP2011/004910, filed on Sep. 30, 2011, that
claims priority to DE Application 102010047249.2, filed on
Oct. 4, 2010 and DE Application 102010049957.9, filed on
Oct. 28, 2010, both of which are incorporated herein by
reference in their entireties.

BACKGROUND OF THE INVENTION

The present invention relates to an exhaust gas purification
device with which combustion gases originating from com-
bustion devices, in particular diesel engines, can be purified.
With the exhaust gas purification device, at least one regen-
eration of the particulate filters and/or of the NO, catalyst can
be achieved. A soot particulate filter and/or a catalyst for
reducing the content of nitrous gases (NO, catalyst) is thereby
introduced into the exhaust gas flow of the combustion
device. The central thought of the present invention is based
on the fact that, in a preceding pyrolytic process, a gas is
produced from liquid or gaseous carbon-comprising combus-
tibles by means of a pyrolysis process with the exclusion of
oxygen or oXygen-comprising gases or water vapour, said gas
predominantly comprising hydrogen or a synthesis gas, i.e.
carbon monoxide and hydrogen. This pyrolytically produced
hydrogen-rich gas mixture/synthesis gas is used for the pur-
pose of heating a particulate filter via an oxidation catalyst or
LNT (Lean Temperature NO, Trap). This pyrolytically pro-
duced hydrogen-rich gas mixture/synthesis gas is used in
addition for reducing the nitrous gases in the NO, storage
catalyst. The present invention likewise relates to a corre-
sponding method for the gas purification, suitable catalysts
for the pyrolysis process and also a corresponding pyrolysis
reactor.

The proportion of new registrations of diesel automotive
vehicles in Germany has more than doubled from 1993 to
2003 from 19% to 42%. As a reason for this, there should be
mentioned above all favourable fuel consumption and good
driving properties based on a high torque at low speeds. Atthe
same time, the exhaust gas limits have been made signifi-
cantly stricter in Europe in recent years, in particular the
particulates (PM) and the NO, emissions are intended to be
further reduced. FIG. 1 (Department for the Environment and
Transport, Baden-Wiirttemberg, 2005) displays the permis-
sible emission limits for commercial vehicles in Europe.

With the introduction of the Euro 4 standard in 2005, the
upper limit for particulate emissions has been greatly reduced
relative to 1993.

FIG. 2 shows how the particulate- and NO, emissions to
date could be reduced by engine measures. In addition, the
reduction of particulate and NO, emission limits is repre-
sented by the European exhaust gas standards. With the most
modern engine technologies, the Furo 4 standard can be
complied with. In view of the Euro 5 standard (introduction
2009), the use of particulate filters and measures for NO,
reduction becomes absolutely necessary.

In addition the emission limits in force are also introduced
for tractors and off-road vehicles. An extension to stationary
applications will likewise follow.
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Subsequently, measures known from the state of the art for
regeneration of particulate filters or NO, removal, as have
been used with exhaust gas purification processes to date, are
described:

1. Regeneration of Articulate Filters

Particulate filters are loaded with particulates until a maxi-
mum permissible exhaust gas counter-pressure is reached.
Then they must be regenerated. For the regeneration, nor-
mally exhaust gas temperatures of more than 600° C. at the
filter entrance are required. Such high temperatures are how-
ever normally achieved only at high speeds of rotation at
operating points near to full load. For this reason, aids are
required for the particulate combustion both in engines in
mobile use and for stationary uses in block-type thermal
power plants.

Basically, a differentiation can be made between active and
passive regeneration. However, in practice frequently combi-
nations of both are used. FIG. 3 shows a list of current meth-
ods for regeneration of particulate filters.

Inthe case of active regeneration processes, the exhaust gas
or the particulate filter is heated by separate energy to the
required oxidation temperature.

The systems of passive regeneration enable filter regenera-
tion under specific operating conditions without specific ini-
tiation of the oxidation process. No separate energy is
required in passive regeneration.

A current method for regeneration of the particulate filter is
the combination of CRT (Continuously Regenerating Trap)
and post-injection. The CRT system is a continuously oper-
ating regeneration system. An oxidation catalyst which oxi-
dises the NO in the exhaust gas to form NO, is hereby fitted in
front of the particulate filter. The NO, can then oxidise the
particulates at significantly lower temperatures than molecu-
lar oxygen in the exhaust gas (approx. 450° C.). According to
the operating state, the necessary NO, quantity cannot how-
ever be provided. If the exhaust gas counter-pressure exceeds
a specific value because of the particulate loading, fuel is
injected in front of the oxidation catalyst. The fuel oxidises in
the catalyst and consequently heats the particulate filter. The
particulates can then be combusted with the NO, and the
oxygen.

Particulate filters have not yet been able to date to be
effectively regenerated at all operating points of an automo-
tive vehicle. In particular during low load operation (for
example in town operation), the exhaust gas temperature is
frequently too low to oxidise the injected fuel completely. In
the case of low exhaust gas temperatures the result can be
condensation effects on the oxidation catalyst, the injected
fuel can then coat the catalyst and possibly damage it.
2.NO, Removal

At present there are two systems for removing NO,, the
SCR method and the NO, storage catalyst (LNT, Lean NO,
Trap).

In the case of the SCR method, the reduction agent (a
urea-water mixture) is conducted into the exhaust gas line of
the engine. In the hot exhaust gas, the urea is converted to
form ammonia. In the SCR catalyst, the nitrogen oxides are
converted with ammonia to form water and nitrogen. This
method is used at present with lorries. The SCR method is
very efficient at temperatures >300° C., at exhaust gas tem-
peratures <200° C. rather ineffective.

During “lean” operation (engine air ratio >1), the nitrogen
oxides in the exhaust gas are stored temporarily in an NO,
storage catalyst. The nitrogen oxides are thereby oxidised in
the catalyst layer to form NO, and subsequently adsorbed on
the storage material. In the intermittent operation, the storage
catalyst is loaded and regenerated again. The regeneration is



US 9,074,508 B2

3

effected in the substoichiometric engine operation (engine air
ratio <1). The incorporated NO, is thereby converted with the
reduction agents HC (hydrocarbons) and CO to form N,. The
storage material is regenerated and is available for new NO,
incorporations. This system is of interest above all for auto-
motive vehicles since, in comparison with the SCR method, it
can be constructed more compactly. The regeneration is nor-
mally effected at temperatures of >250° C. In town for
example, the storage catalyst can only be heated up to 150 to
180° C. because of the low waste gas temperature. A reduc-
tion of the storage catalyst is thereby possible only in a
restricted manner.

There are at present various possibilities for producing a
synthesis gas. The current reforming methods (such as e.g.
steam reforming CPox (catalytic partial oxidation) and ATR
(autothermal reforming) can be used. In the case of steam
reforming, water vapour is required in addition to the fuel.
The reforming is an endothermic process, i.e. heat must be
supplied from outside. The space velocity during steam
reforming is low in comparison with ATR or CPox. In addi-
tion, carbon is formed at too low temperatures and/or too little
water. In the case of partial oxidation, the combustible is
converted with oxygen to form a synthesis gas. In the case of
CPox, itis important that the process parameters, temperature
and air ratio, are adjusted precisely since otherwise carbon is
formed. Water vapour and air are required with ATR. Simi-
larly to the above-described reforming methods, this method
is susceptible to the formation of carbon.

The carbon blocks the active centres in the catalystand is in
addition the nucleus cell for formation of new carbon. The
catalyst becomes inactive and must be regenerated. The cata-
lysts used during the reforming are not designed for such
regeneration cycles. The thereby occurring, higher tempera-
tures can lead to sintering effects and significantly reduce the
activity of the catalyst. The processes become inefficient. In
addition, normally noble metals are used as active compo-
nents. The catalysts which are used during the reforming are
therefore very expensive. Systems for exhaust gas post-treat-
ment must primarily be simple, cheap and robust.

Such a reforming unit for producing hydrogen by steam
reforming, partial oxidation of hydrocarbons and/or mixed
forms thereof is known from WO 2004/090296. The reform-
ing reactor described here and also the synthesis gas produced
therewith can be used for NO, removal and for regeneration of
particulate filters. The reforming unit can be positioned
directly in the exhaust gas space and be operated with exhaust
gas. For the steam reforming, the water comprised in the
exhaust gas and also the residual oxygen can be used.

Disadvantages of this method relative to pyrolysis are:

The catalyst which is used based on noble metals is very

expensive.

The method is very susceptible to the formation of carbon.

Integration of the reformer in the exhaust gas space appears

very difficult on the basis of the changing conditions and
the susceptibility to the formation of carbon.

SUMMARY OF THE INVENTION

Starting herefrom, it was therefore the object of the present
invention to indicate a device for exhaust gas purification and
also a corresponding method which avoids the above-de-
scribed disadvantages of the state of the art. Likewise, it was
the object of the present invention to provide a corresponding
pyrolysis catalyst and also a method for producing this cata-
lyst and a pyrolysis reactor, which enable the production of a
hydrogen-rich gas mixture/synthesis gas by a pyrolytic route.
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According to the invention, an exhaust gas purification
device is therefore proposed. Likewise, a method for exhaust
gas purification is provided according to the invention. The
invention relates in addition to a catalyst and also a method for
producing the catalyst according to the invention. According
to the invention, a pyrolysis reactor which goes back to the
catalyst according to the invention is likewise provided. The
respective dependent patent claims thereby represent advan-
tageous developments.

According to the invention, an exhaust gas purification
device is hence provided, which comprises
a) at least one pyrolysis reactor which has a catalyst and

which, by means of intermittently progressing anaerobic

catalytic pyrolysis of combustibles, selected from the
group consisting of liquid or gaseous hydrocarbons, oxy-
gen-comprising combustibles (e.g. alcohols, biooils,
biodiesels, pyrolysis oils), liquid or gaseous hydrocarbon
mixtures or gas mixtures which comprise hydrocarbons,
preferably fuels, in particular diesel fuel, and aerobic

regeneration of the catalyst, enables the production of a

hydrogen-comprising gas mixture and a hydrogen-com-

prising gas mixture with cracked products from the mate-
rial used, and
b) connected subsequent to the pyrolysis reactor

i. at least one oxidation catalyst and/or a soot particulate

filter and/or

ii. at least one catalyst for reducing the content of nitrous

gases (NO, catalyst) and/or

iii. at least one “Lean NO, Trap (LNT)” and/or a soot

particulate filter,
the oxidation catalyst and/or the soot particulate filter and/or
the NO, storage catalyst and/or LNT and soot particulate filter
being disposed in the exhaust gas flow of a combustion
device, preferably of an internal combustion engine, in par-
ticular of a diesel engine.

According to the invention, it is hence provided that a
pyrolysis reactor is connected in front of either an oxidation
catalyst and particulate filter or an NO, catalyst or an LNT.
The possibility is likewise offered that another oxidation cata-
lyst (either as a separate component in the exhaust gas flow or
between pyrolysis reactor and particulate filter) is connected
in front of the particulate filter. This possibility likewise
applies to the LNT. In addition, all the components can be
combined to form a total exhaust gas purification system by
for example particulate filter and NO,, catalysts being con-
nected in succession.

The exhaust gas purification device according to the inven-
tion is based on the principle that for example particulates
and/or nitrous gases, which are comprised in the exhaust gas
flow originating from a combustion device, are separated
from the exhaust gas flow by means of particulate filters or
NO, catalysts. For particulate filter regeneration and/or for
regeneration of NO, storage catalysts, a hydrogen-compris-
ing gas mixture is used according to the invention. This
hydrogen-comprising gas mixture thereby originates from a
pyrolysis reactor, the pyrolysis reactor being based on an
anaerobic reaction principle. Gaseous or liquid hydrocarbon-
comprising combustibles are thereby converted under
anaerobic conditions, i.e. with the exclusion of air, oxygen or
water vapour, to form a hydrogen-comprising gas mixture.
The hydrogen-comprising gas mixture produced from the
combustibles during the anaerobic pyrolysis can thereby be
for example a gas mixture made of hydrogen and alkanes,
alkenes and/or alkines produced from the combustible. For
example, the gas mixture can comprise hydrogen and meth-
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ane. It is likewise possible however that the gas mixture

comprises residual fuels and/or cracked products in addition

to the hydrogen.

For particular preference, a synthesis gas-comprising gas
mixture, i.e. a gas mixture which also comprises carbon mon-
oxide in addition to hydrogen, is produced during the pyroly-
sis.

The above-mentioned synthesis gas-comprising gas mix-
ture can thereby consist for example of pure synthesis gas but
also comprise gas mixtures which can comprise, in addition
to the essential components of the synthesis gas, i.e. CO and
H,, also hydrocarbons such as for example alkanes, alkenes,
in particular methane. In addition, also residues of the com-
bustible or cracked products which are used, i.e. fragments of
the hydrocarbons which are used, are conceivable in the case
of the obtained synthesis gas-comprising gas mixtures.

Combustibles which can be used for particular preference
are thereby for example gaseous hydrocarbons, such as meth-
ane, ethane, propane, butane, etc. or mixtures hereof, liquid
hydrocarbons, but also mixtures hereof. Diesel, heating oil,
petrol, kerosene etc. should thereby be mentioned as particu-
larly preferred. Likewise, oxygen-comprising organic com-
pounds, such as for examples alcohols, organic acids, organic
esters, biodiesels, biooils, pyrolysis oil (for example flash
pyrolysis) etc. can be used as combustibles which are suitable
according to the invention. Obviously also all mixtures of the
previously mentioned components are possible.

In comparison with the solutions known from the state of
the art, the new exhaust gas purification device offers several
advantages.

1. In comparison with other synthesis gas generators, such as
steam reformers, CPox (catalytic partial oxidation) or ATR
(autothermal reforming), the pyrolysis system is more
robust, the control is very much simpler. Parameters, such
as air ratio and temperature, need not be adjusted exactly
and also no additional water is required. The current
reforming methods require water and/or air. No further
reaction partner is required during the pyrolysis in addition
to the fuel. The regeneration can be effected with a very low
air volume flow or with exhaust gas.

2. The formation of carbon is a component of the reaction
during pyrolysis. In the case of current reforming catalysts,
regeneration is not readily possible since the high tempera-
tures occurring during the regeneration can damage the
catalyst.

3. The pyrolysis system can be operated with exhaust gas
instead of air for regeneration, consequently an air com-
pressor or a fairly large compressed air tank can be dis-
pensed with. The regeneration can be operated in addition
with a low air flow. Components with high electrical con-
sumption, such as air pumps or a large fan, can be dis-
pensed with.

4. On the basis of the intermittent operation with a reactor
(pyrolysis regeneration) or in the case of two reactors
which pyrolyse and regenerate alternately, the system need
be heated only at the beginning. Thereafter, the system can
be operated without external heat supply.

5. Simple operation management; the diesel and the air are
switched on alternately. If in front of the pyrolysis reactor
a combustible evaporator is connected, which evaporates
the liquid combustible by partial oxidation, the diesel is
switched on in the interval, the air or the exhaust gas are
conducted continuously through the pyrolysis system.

6. The gas occurring during the regeneration preferably com-
prises a high proportion of carbon monoxide. The carbon
monoxide can be in turn ignited at the oxidation catalyst at
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low temperatures. Hence both gas compositions are advan-

tageous for the exhaust gas post-treatment after pyrolysis

and after regeneration.

In a preferred embodiment, the pyrolysis reactor includes a
housing, in the interior of which the catalyst is disposed, the
catalyst including a carrier which is coated at least partially
with an alloy, comprising iron and nickel.

Such a catalyst corresponds to the catalyst claimed accord-
ing to the invention by claim 19.

At present, there is no commercially available catalyst
which is suitable for a pyrolysis system. A catalyst which is
thermally and long-term stable has been developed. During
development of the catalyst, expensive noble metals were
dispensed with, as active component a nickel alloy has there-
fore been used, which is applied for example on a silicon
dioxide carrier. The composition of the active component, the
preparation method and the carrier have a great influence on
the gas composition and the stability of the catalyst. Many
possible carriers and active components were tested and
investigated with respect to the thermal stability. The devel-
oped catalyst can pyrolyse a large number of combustibles,
gaseous and liquid combustibles can be used, the type and
composition of the combustible also influences the product
gas composition.

The developed catalyst (see further on) is cheap and robust.
It could be detected in long-term tests that the catalyst is
thermally stable (up to >1,000° C.). The catalyst comprises no
noble metals, it can therefore be produced very economically
and is consequently suited particularly well to exhaust gas
post-treatment. The pyrolysis can be operated in a high per-
formance range.

In a further preferred embodiment, the molar ratio between
iron and nickel in the catalyst according to the invention,
which is suitable in particular for being used in a pyrolysis
reactor in an exhaust gas purification device according to the
present invention, is between 3:1 and 1:5, preferably between
1:2 and 1:4, in particular between 1:2.8 and 1:3.2.

In a further preferred embodiment of the catalyst according
to the invention, the total content of nickel and iron relative to
the carrier is between 0.5 and 15% by weight, preferably
between 1 and 10% by weight, particularly preferred between
2.5 and 7.5% by weight. Furthermore, it is advantageous if the
material of the carrier is selected from the group consisting of
ceramic materials, in particular silicon dioxide, silicon car-
bide, aluminium oxide, silicates, in particular alumosilicates,
zeolites, cordierite and/or metals.

Particularly preferred geometric forms of the catalyst
according to the present invention are thereby present in the
form of a powder, a granulate, a honeycomb, a foam, a net or
a metal sheet.

In a particularly preferred embodiment, the exhaust gas
purification device includes a combustible evaporator which
is disposed in the housing of the pyrolysis reactor and con-
nected in front of the catalyst or is connected in front of the
pyrolysis reactor as a separate component. Such combustible
evaporators and also methods for operation thereof are known
for example from publications EP 0 716 225 A1, DE 10 2006
060 669 Al and also DE 10 2010 012 945. These evaporators
can be used in particular in the case of the exhaust gas puri-
fication device according to the invention. The functional
principle of such evaporators is based on partial oxidation of
the combustibles with for example air, as a result of which
thermal energy is provided for combustible evaporation
(evaporation enthalpy). The thus formed components, hydro-
gen and carbon monoxide, and also the shorter hydrocarbons
and olefins, formed by cracking reactions, offer advantages in
the:
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a) NO, removal (see table 2) and

b) ignition temperature in the oxidation catalyst for the

particulate filter regeneration.

The pyrolysis reactor according to the invention can
thereby have a one-part configuration, i.e. have a gas inlet and
outlet and also a catalyst disposed therebetween. Such a reac-
tor can be operated in alternating operation between pyrolysis
and regeneration, i.e. intermittently.

In a further advantageous embodiment, the pyrolysis reac-
tor has an at least two-part configuration along its through-
flow direction. In the case of such a two-part embodiment of
the pyrolysis reactor, at least two separate chambers which
can be constructed identically are present. In both chambers,
at least one catalyst which has the above-described properties
is comprised. In addition, a combustible evaporator, as
described above, can be connected in front of each chamber
separately. Likewise, it is however also possible that merely
one combustible evaporator is present with which the two
chambers of the reactor can be actuated at different times.
Such a configuration of the pyrolysis reactor makes it possible
that the intermittently progressing catalytic pyrolysis and
aerobic regeneration of the catalyst can take place in both
chambers temporally offset; i.e. whilst for example the
pyrolysis reaction takes place in the first chamber, the regen-
eration can take place in the second chamber and vice versa.
Both processes are thereby implemented preferably in alter-
nating operation between both chambers. Since the two
chambers are in the immediate vicinity of each other, the
thermal energy required for the pyrolysis can thus be deliv-
ered directly by the regeneration process in which carbon
deposited on the catalyst surface by oxygen oxidation is con-
verted into carbon monoxide or carbon dioxide. In this
respect, particularly efficient and constant operation of the
pyrolysis reactor and hence of the entire exhaust gas purifi-
cation device is possible. The two chambers can be thereby
disposed adjacently, however it is likewise possible that the
one chamber is configured concentrically in the other cham-
ber.

Likewise it is preferred if the pyrolysis reactor has at least
one inlet in the form of at least one air supply and/or at least
one nozzle for supplying or injecting fuels.

In particular diesel particulate filters are suitable, accord-
ing to the invention, as particulate filter, wall flow filters or
partial flow filters are thereby particularly preferred.

Preferred suitable NO, catalysts are thereby selected from
the group consisting of NO,, storage catalysts (for example
LNT).

It is likewise conceivable that the pyrolysis reactor of the
above-described exhaust gas purification device is disposed
in the main flow or in a side flow of the exhaust gas flow ofthe
combustion unit, or is configured as a separate component. In
the case of such an embodiment, exhaust gas from the com-
bustion device can be used directly for the purpose of regen-
erating the catalyst.

According to the invention, a method for purification of
exhaust gases originating from a combustion device is like-
wise provided by particulate filter regeneration and/or at least
partial removal of particulates and/or nitrous gases from the
exhaust gases, in which, in the exhaust gas flow of the com-
bustion device, at least one oxidation catalyst and/or one
particulate filter and/or at least one catalyst for reducing the
content of nitrous gases (NO, catalyst) or LNT (lean NO,
trap) and/or a particulate filter is disposed, the at least one
particulate filter and/or at least one NO, catalyst being sup-
plied at least at times during the combustion process with
hydrogen-rich gas mixtures or synthesis gases which are pro-
duced by intermittently progressing anaerobic catalytic
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pyrolysis of combustibles, selected from the group consisting
of liquid or gaseous hydrocarbons, liquid or gaseous hydro-
carbon mixtures, oxygen-comprising combustibles (e.g.
alcohols, biooils, biodiesels, pyrolysis oils) or gas mixtures
which comprise hydrocarbons, preferably fuels, in particular
diesel fuels, and with hydrogen-comprising gas mixtures
which are produced by aerobic regeneration of the catalyst, in
particular hydrogen- and carbon monoxide-comprising gas
mixtures or synthesis gases. The pyrolysis is effected with the
exclusion of oxygen, air and/or water vapour, whilst an oxy-
gen-comprising gas mixture, e.g. air or oxygen-comprising
combustion gases, are supplied during the regeneration pro-
cess. The pyrolysis and the regeneration are thereby imple-
mented alternately (=intermittently).

The method according to the invention can be implemented
particularly preferably with the above-described exhaust gas
purification device.

During the method according to the invention, the combus-
tible which is used, according to the type, is accordingly
converted to form a hydrogen-rich product gas or to form a
synthesis gas. During the pyrolysis, hydrocarbons are split
thermochemically at fairly high temperatures, preferably
between 500 and 1,000° C. During splitting, solid carbon is
produced and a product gas which, according to the combus-
tible and reaction condition, has a high hydrogen concentra-
tion. Decomposition is effected with the influence of the
catalyst without the addition of oxygen or other reaction
partners, rather exclusively under the effect of heat.

In the case of aerobic pyrolysis, in addition, carbon is
deposited on the catalyst. This carbon can be removed under
oxidative conditions during the regeneration phase. Oxygen
or an oxygen-comprising gas mixture, for example exhaust
gas, is thereby introduced into the pyrolysis reactor and the
deposited carbon and/or residual combustible is converted to
form a hydrogen- and/or carbon monoxide-comprising gas
mixture. Also this gas mixture can be released into the adja-
cent exhaust gas purification devices, such as e.g. particulate
filter and/or NO, catalyst, and can be used there for further
exhaust gas purification and/or regeneration of the exhaust
purification devices which are used.

The newly developed method is simple, cheap and robust,
and therefore particularly well suited to the exhaust gas post-
treatment. According to the fuel which is used and also choice
of time duration of each pyrolysis step or regeneration step,
different product gases can thereby be obtained. In this
respect, reference is made in particular to the gas mixtures
already described further back.

In an advantageous embodiment of the method, the com-
bustibles are contacted with a pyrolysis-catalysing catalyst
during the catalytic pyrolysis and, at temperatures between
300 and 1,000° C., preferably between 500 and 900° C.,
particularly preferred between 700 and 800° C., are pyrolysed
to form a hydrogen-comprising gas mixture.

Furthermore, it is preferred if the pyrolysis is implemented
alternately with a regeneration phase, oxygen or an oxygen-
comprising gas mixture, but no combustible, being supplied
to the reactor during the regeneration phase.

Inthe case of the above-mentioned alternating operation of
the pyrolysis reactor, the latter is thereby operated alternately
by feeding in the combustible and implementing a pyrolysis
with oxygen exclusion, the combustible injection is switched
off in the so-called regeneration phase or a regeneration step,
and oxygen or oxygen-comprising gas mixtures are added to
the pyrolysis reactor. As a result, oxidation of the carbon layer
which is formed on the catalyst surface during pyrolysis takes
place; according to the reaction conditions, this is converted
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to form carbon monoxide or carbon dioxide. The catalyst
surface is thereby uncovered again; the catalyst is regener-
ated.

In a particularly preferred embodiment, a pyrolysis reactor
which has an at least two-part configuration along its through-
flow direction is used, the pyrolysis being implemented alter-
nately with the regeneration phase antipodally in the two parts
of the pyrolysis reactor. In the case of an antipodal operation
of such a two-part pyrolysis reactor, there takes place, in two
different parts of the pyrolysis reactor, for example in the case
where the pyrolysis reactor consists of two parts, a pyrolysis
or a regeneration in respectively one part of the pyrolysis
reactor, respectively separately from each other and simulta-
neously, i.e. a pyrolysis is implemented in the first part of the
pyrolysis reactor, in the other part of the pyrolysis reactor a
regeneration. After completion of the regeneration of the
catalyst, implementation of the pyrolysis then takes place in
the other part. At the same time, the first part is thereby
regenerated. Since the regeneration process takes place exo-
thermally, the necessary thermal energy is supplied simulta-
neously to the respectively other part in which the endother-
mal pyrolysis is taking place. For this case the pyrolysis
catalyst requires no external energy supply to ensure continu-
ous pyrolysis.

In particular in the case where liquid combustibles are
used, an evaporation of these combustibles is implemented
before the pyrolysis step. These combustibles are converted
into the gaseous state and supplied subsequently to the
pyrolysis step.

Furthermore, it is preferred if the evaporation enthalpy,
which is required for evaporation of the liquid combustibles,
is provided by partial oxidation of the used liquid combus-
tibles and/or by heat exchange with the exhaust gases origi-
nating from the combustion device. For this purpose, for
example the combustible evaporators described further back
can be used.

Furthermore, it is preferred that, before or during the first
beginning of the pyrolysis, the catalyst and/or the pyrolysis
reactor and/or the evaporator is heated by separate heating
and/or by oxidation of the combustibles and/or by heat
exchange with the combustion exhaust gases.

According to the invention, a catalyst is likewise provided,
as described already above, which catalyst includes a ceramic
carrier which is coated at least partially with an alloy com-
prising iron and nickel.

With respect to advantageous embodiments of the catalyst,
reference is made to the explanations made already further
back.

According to the invention, a method for producing the
previously described catalyst is likewise indicated, in which a
ceramic carrier material is wetted with an aqueous solution,
comprising iron- and nickel salts and also a complexing
agent, dried and subsequently calcinated at temperatures
above 200° C., the complexing agent being used supersto-
ichiometrically with respect to the total quantity of iron- and
nickel salts.

Preferably a complexing agent is used during the method in
order to increase the dispersivity of iron and nickel on the
carrier surface. Preferred complexing agents are organic
acids, in particular di- or higher valency acids, such as e.g.
citric or tartaric acid.

In a preferred embodiment, there are used as iron- and/or
nickel salts, in particular the nitrates, chlorides, bromides,
citrates, tartrates thereof or mixtures hereof.
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In a further preferred embodiment of the production
method, a powder, a granulate, a honeycomb body, metal
sheets or corresponding foamed materials are used as carrier
material.

Furthermore, it is preferred if the drying is implemented at
temperatures between 20 and 190° C. and/or over a period of
time between 12 hours and 5 days.

Preferred conditions which prevail during the calcination
are for example temperatures between 400 and 1,000° C.,
preferably between 500 and 700° C. The calcination is
thereby preferably implemented over a period of time
between 1 and 12 hours, preferably between 3 and 5 hours.

According to the invention, a pyrolysis reactor is likewise
provided, which includes a housing having at least one front-
side inlet and at least one rear-side outlet and also a previously
described catalyst which is disposed in the housing between
inlet and outlet.

Preferred embodiments of the pyrolysis reactor, such as for
example the two-part embodiment, were already explained
further back in detail.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 displays the permissible emission limits for com-
mercial vehicles in Europe.

FIG. 2 shows how the particulate- and NO, emissions to
date could be reduced by engine measures.

FIG. 3 shows a list of current methods for regeneration of
particulate filters.

FIG. 4 illustrates a first embodiment of a pyrolysis reactor
according to the invention.

FIG. 5 shows the gas composition during pyrolysis at dif-
ferent input performances.

FIG. 6 shows two combustible evaporators and pyrolysis
reactors which are separated from each other spatially.

FIG. 7 shows the pyrolysis system with direct injection.

DETAILED DESCRIPTION OF THE
ILLUSTRATED EMBODIMENTS

The present invention is explained in more detail with
reference to the subsequent embodiments and also examples
without restricting the invention to the illustrated embodi-
ments.

Regeneration of Particulate Filters

Tests have shown that the ignition temperature in the oxi-
dation catalyst (light-oft temperature) can be significantly
reduced by introducing a synthesis gas. The tests were imple-
mented once with and once without NO,, in the exhaust gas
(250 ppm).

Table 1 shows the light-off temperature of a synthesis gas
on the oxidation catalyst with and without NO,.

TABLE 1
Conditions Light-off temperature
CO +H, 140° C.
CO +H, +NO, 160° C.

Tests have shown that introducing a synthesis gas offers
great advantages relative to post-injection with liquid com-
bustibles (CRT with post-injection), the ignition temperature
could be reduced significantly. The particulate filter can be
regenerated with synthesis gas at all operating points.
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NO, Removal

Likewise, tests for NO, removal from diesel exhaust gases
were implemented with various reduction agents and exhaust
gas temperatures. The tests were implemented with HC, CO
and mixtures of HC, CO and H,.

In table 2, the NO, conversion with different exhaust gas
temperatures and reduction agents can be seen.

TABLE 2

NO, removal from diesel exhaust gases

Composition

reduction agent NO, conversion at

(% by vol.) 150°C. 200°C. 250°C. 300°C. 350°C. 400°C.

1% C3Hg 14 84 100 100 99 92
3% CO 38 59 53 44 38 36
2% CO, 51 58 53 45 37 26
1%H,

0.33% C,Hg, 32 60 92 95 93 87
2% CO

0.33% C,Hy, 52 81 98 96 92 72
2% CO,

1% H,

Tests have shown that the NO, storage catalyst can be
regenerated with HC as reduction agent only at fairly high
exhaust gas temperatures (>200° C.). The best results were
achieved with a mixture of HC, CO and H,, at an exhaust gas
temperature of 150° C. an NO, conversion of 50% could
already be achieved. The NO_ concentration could hence be
significantly reduced even in town operation.

It was detected in tests that the pyrolysis is possible with
pre-evaporated diesel fuel. The patented combustible evapo-
rators, such as in EP 0 716 225 Al and DE 10 2006 060 669
Al and also DE 10 2010 012 945, can thereby be used inter
alia. Further evaporation methods are conceivable, the com-
bustible can in addition be added in liquid form. The com-
bustible/vapour is converted in the pyrolysis reactor in the
above-described manner according to the invention to form a
synthesis gas.

A combustible evaporator was coupled to a pyrolysis reac-
tor. Evaporator and pyrolysis reactor are accommodated in
one reactor housing, hence a uniform inflow of the combus-
tible vapour at the catalyst entrance is achieved and the Sys-
tem can be constructed very compactly. In FIG. 4 illustrates a
first embodiment of a pyrolysis reactor according to the
invention can be seen.

In the reactor (image on the left), the combustible vapour in
the pyrolysis reactor is converted into a synthesis gas. The
combustible supply is interrupted if the catalyst is laden with
carbon. The hereby implemented pyrolytic reaction is imple-
mented with the exclusion of oxygen, in particular of air or
oxygen-comprising exhaust gases, i.e. anaerobically. In FIG.
4, an additional air inlet is illustrated but which serves merely
for the purpose of supplying the combustible evaporator,
which is connected in front of the catalyst, substoichiometri-
cally with air. A partial oxidation of the combustible used
hereby takes place, i.e. a part of the combustible is oxidised to
form CO or CO,. The hereby released thermal energy is used
to evaporate the combustible. Preferred combustible evapo-
rators are known from the above patent applications and can
be used according to the invention in the pyrolysis reactor. In
the image on the right, the regeneration of the catalyst with air
can be seen. Ifthe evaporation process is operated with air, the
air flow can flow continuously through the reactor. The com-
bustible evaporator, in the right part of FIG. 4, is not illus-
trated for the sake of clarity. The accumulated carbon is
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thereby oxidised with air to form CO and CO, (image on the
right). The method according to the invention is now effected
such that an anaerobic pyrolysis (left part of FIG. 4) is oper-
ated alternately, i.e. intermittently, with the regeneration of
the catalyst illustrated in the right part of FIG. 4. The com-
bustible evaporator can be operated during the pyrolysis like-
wise with oxygen-comprising exhaust gases.

The process need only be heated at the beginning. During
the pyrolysis, the catalyst temperature drops because of the
endothermal pyrolysis reaction, as a result of the heat released
during the regeneration, the reactor is heated again. No heat
requires therefore to be supplied from outside during opera-
tion.

Both product gases, the synthesis gas after the pyrolysis
and the regeneration gas, can reduce the ignition temperature
on the oxidation catalyst. The regeneration gas comprises up
to 30% by volume of CO, hence the pyrolysis is very well
suited to use in exhaust gas post-treatment systems.

FIG. 5 shows the results of a “diesel vapour”—pyrolysis
with various thermal input performances (relative to the heat-
ing value of diesel). The tests were implemented with a cata-
lyst volume of 77 ml.

FIG. 5 shows the gas composition during pyrolysis at dif-
ferent input performances (relative to the quantity of diesel at
the entrance of the evaporator). Tests have shown that the
pyrolysis can be operated with a high thermal input perfor-
mance.

Tests have shown that the fairly long hydrocarbon chains
are also cracked at higher thermal input performances.
Shorter chains and above all a high proportion of olefins are
produced. Measurements have shown that, at 4 kW, and after
cooling of the product gas to 20° C., almost all the hydrocar-
bons are still present in gaseous form. The hydrocarbon
chains were accordingly able to be cracked up to <C 8. In the
case of regeneration of particulate filters, the gas mixture can
hence be ignited at significantly lower temperatures at an
oxidation catalyst. The gas composition (H,, CO, HC) offers
in addition, as shown in Table 2, great advantages in the
conversion of NO.,.

Regeneration of the catalyst can be implemented with
exhaust gas instead of air. The residual oxygen in diesel
engines suffices entirely for this purpose. Advantages are
offered in addition by the water comprised in the exhaust gas;
the carbon can be converted with water likewise to form a
synthesis gas. This reaction is endothermal and can prevent
any possibly occurring temperature peaks during regenera-
tion.

The reactor can be designed such that it comprises two
catalyst beds (honeycombs etc.) which pyrolyse and regen-
erate alternately. During regeneration, the heat is made avail-
able for the pyrolysis. A possible design variant is illustrated
in FIG. 6. The combustible is conducted alternately into the
left or into the right combustible evaporator.

FIG. 6 shows two combustible evaporators and pyrolysis
reactors which are separated from each other spatially. The
two beds are pyrolysed and regenerated alternately. The heat
for the pyrolysis is thereby delivered by the regeneration
cycle. For clarification of the method course, the combustible
evaporator is not illustrated in both parts of the reactor in FIG.
6 in which the regeneration takes place, however said com-
bustible evaporator is nevertheless present in the respective
part of the reactor.

The combustible can be conducted directly, as a further
modification, without pre-evaporation into the pyrolysis reac-
tor (see FIG. 7). In the case of fuels without oxygen com-
pounds, predominantly H, and CH,, are produced thermody-
namically. Introduction of the fuel can be effected via a
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nozzle. The combustible and the air for the regeneration are
supplied intermittently and alternately.

FIG. 7 shows the pyrolysis system with direct injection.
The combustible and the air for the regeneration are supplied
intermittently.

Direct injection can be extended with a second catalyst bed
(see FIG. 8). Whilst the combustible is pyrolysed in a catalyst
bed, the other catalyst bed is regenerated. The regeneration
cycle provides the heat for the pyrolysis. The temperature no
longer cools so greatly during the pyrolysis.

All design variants can be constructed cylindrically or in a
planar manner.

Inthe following section, the production and composition of
a catalyst according to the invention, which can be operated
with a large band width of usable materials, is described.

As carrier of the catalyst, Si0, with a small surface area
(carrier by Alfa Aesar, low surface) is used. The active com-
ponents of the catalyst are Fe and Ni. The molar ratio between
Fe and Ni can be in the range of 3/1 to 1/5. The total metal
content can be between 0.5 and 15% by weight. The optimum
Fe/Ni ratio is 1/3. The catalyst was produced as follows (the
data relate to the coating of 500 g SiO,).

Production of a solution made of:

60.88 g Ni(NO,),x6H,O

28.15 g Fe(NO;);x9H,0

88 g citric acid

filled up with 53.6 g H,O
Impregnation of the SiO, carrier with the solution
Drying

2 days at 25° C.,

1 day at 88° C.

10 hours at 100-120° C.

Calcination

4 hours at 600° C.

What is claimed is:

1. An exhaust gas purification device, comprising

a) at least one pyrolysis reactor which has a catalyst and

which, by means of intermittently progressing anaerobic
catalytic pyrolysis of combustibles, selected from the
group consisting of liquid or gaseous hydrocarbons,
oxygen-comprising combustibles, liquid or gaseous
hydrocarbon mixtures or gas mixtures which comprise
hydrocarbons and aerobic regeneration of the catalyst,
enables the production of a hydrogen-comprising gas
mixture and a hydrogen-comprising gas mixture with
cracked products from the material used, and

b) connected subsequent to the pyrolysis reactor

1. at least one oxidation catalyst and/or a soot particulate
filter and/or

ii. at least one catalyst for reducing the content of nitrous
gases (NO, catalyst) and/or

iii. at least one “Lean NO, Trap (LNT)” and/or a par-
ticulate filter,

the oxidation catalyst and/or the soot particulate filter and/

orthe NO_ storage catalystand/or LNT and soot particu-
late filter being disposed in the exhaust gas flow of a
combustion device.

2. The exhaust gas purification device according to claim 1,
wherein the pyrolysis reactor includes a housing, in the inte-
rior of which the catalyst is arranged, the catalyst including a
carrier which is coated at least partially with an alloy, com-
prising iron and nickel.

3. The exhaust gas purification device according to claim 2,
wherein the molar ratio between iron and nickel is between
3:1 and 1:5.
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4. The exhaust gas purification device according to claim 2,
wherein the total content of nickel and iron relative to the
carrier is between 0.5 and 15% by weight.

5. The exhaust gas purification device according to claim 2,
wherein the material of the carrier is selected from the group
consisting of ceramic materials.

6. The exhaust gas purification device according to claim 2,
wherein the catalyst is present in the form of a powder, a
granulate, a honeycomb, a foam, a net or a metal sheet.

7. The exhaust gas purification device according to claim 1,
including a combustible evaporator which is arranged in the
housing of the pyrolysis reactor and connected upstream of
the catalyst or is connected upstream of the pyrolysis reactor
as a separate component.

8. The exhaust gas purification device according to claim 1,
wherein the pyrolysis reactor, along its direction of flow,

i. has a one-part configuration and/or

ii. has an at least two-part configuration.

9. The exhaust gas purification device according to claim 1,
wherein the pyrolysis reactor has at least one inlet in the form
of

a) at least one air supply and/or

b) at least one supply line for the fuels.

10. The exhaust gas purification device according to claim
9, wherein

a) the soot particulate filter is a diesel soot particulate filter

selected from the group consisting of wall flow filters
and/or partial flow filters,

b) an oxidation catalyst or an LNT (Lean NO, Trap) is

connected in front of the soot particulate filter and/or
¢) the NO_ catalyst is selected from the group consisting of
NO, storage catalysts).

11. The exhaust gas purification device according to claim
1, wherein the pyrolysis reactor is arranged in the main flow
or in a side flow of the exhaust gas flow of the combustion
unit, or is configured as a separate component.

12. A method for exhaust gas purification of exhaust gases
originating from a combustion device by soot particulate filter
regeneration and/or at least partial removal of soot particu-
lates and/or nitrous gases from the exhaust gases, in which, in
the exhaust gas flow of the combustion device, at least one
oxidation catalyst and/or one particulate filter and/or at least
one catalyst for reducing the content of nitrous gases (NO,
catalyst) is arranged,

wherein

the at least one soot particulate filter and/or at least one NO,

catalyst is supplied at least temporarily during the com-
bustion process with hydrogen-rich gas mixtures or syn-
thesis gases which are produced by intermittently pro-
gressing anaerobic catalytic pyrolysis of combustibles,
selected from the group consisting of liquid or gaseous
hydrocarbons, liquid or gaseous hydrocarbon mixtures,
oxygen-comprising combustibles or gas mixtures which
comprise hydrocarbons, and with carbon monoxide-
comprising gas mixtures or synthesis gases which are
produced by aerobic regeneration of the catalyst.

13. The method according to claim 12, wherein the com-
bustibles are contacted with a pyrolysis-catalysing catalyst
during the catalytic pyrolysis and, at temperatures between
300 and 1,000° C., is/are pyrolysed to form a hydrogen-
comprising gas mixture.

14. The method according to claim 12, wherein the pyroly-
sis is implemented alternately with a regeneration phase,
wherein oxygen or an oXygen-comprising gas mixture, but no
combustible, is supplied to the reactor during the regeneration
phase.
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15. The method according to claim 14 wherein a pyrolysis
reactor is used, which, along its throughflow direction

i. has a one-part configuration and is pyrolysed and regen-

erated in alternating operation,

ii. has an at least two-pert configuration,

at least two catalysts being pyrolysed and regenerated

antipodally in the two parts of the pyrolysis reactor.

16. The method according to claim 12, wherein, in the case
where liquid combustibles are used, an evaporation is imple-
mented before the pyrolysis step and the combustibles are
supplied subsequently to the pyrolysis step in gaseous form.

17. The method according to claim 16, wherein the evapo-
ration enthalpy, which is required for evaporation of the liquid
combustibles, is provided by partial oxidation of the used
liquid combustibles and/or by heat exchange with the exhaust
gases originating from the combustion device.

18. The method according to claim 12, wherein, before or
during the first beginning of the pyrolysis, the catalyst and/or
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the pyrolysis reactor and/or the evaporator is heated by sepa-
rate heating and/or by oxidation of the combustibles and/or by
heat exchange with the combustion exhaust gases.

19. A catalyst including a ceramic carrier which is coated at
least partially with an alloy, comprising iron and nickel.

20. The method for producing a catalyst according to claim
19, in which a ceramic carrier material is wetted with an
aqueous solution, comprising iron- and nickel salts and also a
complexing agent, dried and subsequently calcinated at tem-
peratures above 200° C., the complexing agent being used
superstoichiometrically with respect to the total quantity of
iron- and nickel salts.

21. A pyrolysis reactor which includes a housing having at
least one front-side inlet and at least one rear-side outlet and
also at least one catalyst according to claim 19 which is
arranged in the housing between inlet and outlet.
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